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Sir: 



APPEAL BRIEF FURTHER SUMMARY 
OF CLAIMED SUBJECT MATTER 

The claimed subject matter is further identified and mapped for each of 

independent claims 23 and 32 by specification page (P.) and line number (1.), drawings 

(Fig.) and reference numbers (Rn.) as follows: 
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Claim 23 

A method of forming a fuel container (P. 4, 1. 5; Fig. 1, Rn. 10) with an opening 
(P. 7, 1. 12; Fig. 3, Rn. 54) and a cap (P. 7, 1. 15; Fig. 3, Rn. 50) sealing the opening, (P. 4, 
1. 5; Fig. 1, Rn 10) comprising the steps of: 

providing a pair of mold halves (P. 5, 1. 16-18; Fig. 2, Rn. 30, 32) defining a first 
mold cavity (P. 5, 1. 19; Fig. 2, Rn. 34) to form and define the shape of a container (P. 5, 

1. 19-20; Fig. 2, Rn. 10) from a parison by blow molding (P. 5, 1. 16-P. 6, 1. 4; Fig. 2) and 
adjacent the first cavity a second cavity (P. 6, 1. 17; Figs. 2, 6 & 7 Rn. 39 5 39', 39") to 
form at least one cap (P. 7, 1. 10; Fig. 3, Rn. 50) in a flash section (P. 7, 1. 8-14; Figs. 1, 2, 
Rn. 36) from the parison by compression molding; 

providing a parison with a hydrocarbon fuel vapor barrier layer (P. 4, 1. 17; Figs. 
4, 5, Rn. 16) of a polymeric material disposed between inner and outer layers (P. 4, 1. 15- 
18; Figs. 4, 5, Rn. 12, 14) of a different polymeric material which is heat weldable (P. 3, 
1.2-3; P. 7, 1. 15-19); 

closing the mold halves together to receive and compress a portion of the parison 
between them forming at least one flash section (P. 6, 1. 5-13; Figs. 1 & 2, Rn. 36) in the 
region of the second cavity (P. 6, 1. 17; Figs. 2, 6 & 7, Rn. 39, 39', 39") and at least one 
cap (P. 7, 1. 10; Fig. 3, Rn. 50) in the second cavity in the flash section by compression 
molding (P. 7, 1. 10-16; P. 8, 1. 3-9; Fig. 2, Rn. 36, 38, 39, 42); 

providing a pressurizing fluid into the parison within the closed mold halves (Fig. 

2, Rn. 30, 32) to expand the parison within the first mold cavity (Fig. 2, Rn. 34) to form 
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the entire container (Figs. 1 & 2, Rn. 10) and define the shape of the container by blow 

molding (P. 5, 1. 16-P. 6, 1. 4; P. 4, 1. 9-11; Fig. 2, Rn. 30, 32, 34, 10); 

forming an opening through the container (P. 7, 1. 12-14; Fig. 3, Rn. 54) at a 
location spaced from the cap (Figs. 1 & 2, Rn. 40, 42, 44); 

before filling the container, separating (Fig. 1, Rn. 52) the cap (Fig. 1, Rn. 40) 
from the flash section (P. 7, 1. 8-14; Figs. 1, 2, Rn. 40, 36, 52, 50); 

before filling the container, disposing the cap (Fig. 3; Rn. 50) over the opening (P. 
7, 1. 8-19; Fig. 3, Rn. 54); and 

before filling the container, heat welding the cap (Fig. 3; Rn. 50) to the container 
(Fig. 3, Rn. 10) circumferentially continuously (Fig. 3, Rn. 44) to permanently attach and 
seal the cap to the container to permanently close, seal and provide a fuel vapor barrier 
for the opening (P. 2, 1. 9- P. 3, 1. 5; P. 3, 1. 14, 15; P. 7, 1. 15-22; Fig. 3, Rn. 50, 44, 10, 
54). 
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Claim 32 

A method of forming a fuel container (P. 4, 1. 5; Fig. 1, Rn. 10) with an opening 
(P. 7, 1. 12; Fig. 3, Rn. 54) and a cap (P. 7, 1. 15; Fig. 3, Rn. 50) sealing the opening (P. 4, 
1. 5; Fig. 1, Rn. 10), comprising the steps of: 

providing a pair of mold halves (P. 5, 1. 16-18; Fig. 2, Rn. 30, 32) defining a first 

mold cavity (P. 5, 1. 19; Fig. 2, Rn. 34) to form and define the shape of a container (P. 5, 
1. 19-20; Fig. 2, Rn. 10) by blow molding (P. 5, 1. 16-P. 6, 1. 4; Fig. 2) and adjacent the 
first cavity a second cavity (P. 6, 1. 17; Figs. 2, 6 & 7, Rn. 39, 39' 39"), to form at least 
one cap (P. 7, 1. 10; Fig. 3, Rn. 50) in a flash section (P. 7, 1. 8-14; Figs. 1, 2, Rn. 36) by 
compression molding; 

providing a parison with at least one hydrocarbon fuel vapor barrier layer (P. 4, 1. 
17; Figs. 4, 5, Rn. 16) of a polymeric material disposed between inner and outer layers 
(P. 4, 1. 15-18; Figs. 4, 5, Rn. 12, 14) of a different polymeric material which is heat 
weldable (P. 3, 1. 2-3; P. 7, 1. 15-19); 

closing the mold halves together to receive and compress in the second cavity two 
overlapping portions of the parison between them forming at least one flash section (P. 6, 
1. 5-13; Figs. 1 & 2, Rn. 36) in the region of the second cavity (P. 6, 1. 17; Figs. 2, 6 & 7, 
Rn. 39, 39', 39") and at least one cap (P. 7, 1. 10; Fig. 3, Rn. 50) in the flash section by 
compression molding (P. 7, 1. 10-16; P. 8, 1. 3-9; Fig. 2, Rn. 36, 38, 39, 42) with the cap 
having twice as many vapor barrier layers (Fig. 5, Rn. 16) as the vapor barrier layer(s) of 
the container (Fig. 4, Rn. 16) and two adjacent inner layers (Fig. 5, Rn. 12) of the 
different polymeric material adhered together (P. 7, 1. 15-22; P. 8, 1. 6-9; P. 6, 1. 11-14; 
Fig. 5, Rn. 12, 16); 
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providing a pressurizing fluid into the parison within the closed mold halves (Fig. 
2, Rn. 30, 32) to expand the parison within the first mold cavity (Fig. 2, Rn. 34) to form 
the entire container (Fig. 2, Rn. 10) and define the shape of the container by blow 
molding (P. 5, 1. 16-P. 6, 1. 4; P. 4, 1. 9-11; Fig. 2, Rn 30, 32, 34, 10); 

forming an opening through the container (P. 7, 1. 12-14; Fig. 3, Rn. 54) at a 
location spaced from the cap (Figs. 1 & 2, Rn. 40, 42, 44); 

before filling the container, separating (Fig. 1, Rn. 52) the cap (Fig. 1, Rn. 40) 
from the flash section (P. 7, 1. 8-14; Figs. 1, 2, Rn. 40, 36, 52, 50); 

before filling the container, disposing the cap (Fig. 3, Rn. 50) over the opening; 
(P. 7, 1. 8-19; Fig. 3, Rn. 54) and 

before filling the container, heat welding the cap (Fig. 3, Rn. 50) to the container 
(Fig. 3, Rn. 10) circumferentially continuously (Fig. 3, Rn. 44) to permanently attach and 
seal the cap to the container (Fig. 3, Rn. 50, 54) to permanently close, seal and provide a 
fuel vapor barrier for the opening (P. 2, 1. 9-P. 3, 1. 5; P. 3, 1. 14-15; P. 7, 1. 15-22; Fig. 3, 
Rn. 50, 44, 10, 54). 



Each of independent claims 23 and 32 is also fully supported by originally filed 
method claims 10/1 1/12; 1/2/3; 1/4; and 1/5, and fuel tank claim 6/7/8. 
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REMARKS 

The foregoing summary of the claimed subject matter of each appealed claim 23 
and 32 is submitted in response to the Notification of Non-Compliant Appeal Brief 
mailed on October 3, 2007 and its accompanying Order of September 27, 2007 Returning 
Undocketed Appeal to the Examiner. This response is believed to make this matter ready 
for docketing as an appeal and such action is respectfully requested. 



Respectfully submitted, 

Reising, Ethington, Barnes, Kisselle, P.C. 



WHF:sal 




William H. Francis #25,335 
P. O. Box 4390, Troy, Mi 48099-4390 
Telephone (248) 689-3500, Ext. 153 
Facsimile (248) 689-4071 
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